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[57] ABSTRACT

A method for determining a bending die radius of a bending
machine for bending a part and an associated apparatus. The
method involves entering into a computer data concerning
the part to be bent and an initial estimate of the radius of the
bending die. Based on the data related to the part and the
initial estimate, a final value for the die radius is determined.
An improved bending machine and an associated method are
also disclosed.

19 Claims, 8 Drawing Sheets

810
-




U.S. Patent May 21, 1996 Sheet 1 of 8 S, 19,623

START 20
ENTER DESIRED UNLOADED
CENTERLINE CURVATURE k4
ENTER NUMBER OF
INNER LOOPS (| Loop)

ENTER (x,y) COORD.
FOR INNER LOOP #]
%0

=1 Loop
36
ENTER (x,y) COORD.
FOR QUTER LOOP
46
ENTER (x,y) COORD.
FOR MIDDLE LOOP

CONSTANT
Rp BENDING DIE
RADIUS
?

40

NO

54

>6 £S 58
ENTER BENDING DIE PROVIDE COORDINATES
RADI DESCRIBING BENDING |

80

ENTER DESIRED LOADED

BEND ANGLE

70

CALCULATE GEOMETRIC

PROPERTIES OF THE CROSS SECTION

DIE PROFILE



U.S. Patent May 21, 1996 Sheet 2 of 8 5,519,623

ENTER DESIRED NUMBER OF
ELEMENTS ALONG THE
PUNCH PROFILE N

110

ENTER MECHANICAL PROPERTIES
OF EXTRUSION
ENTER A COEFFICIENT
OF FRICTION,

5 122
124

NO
ENTER
THICKNESS

14C

DISCRITIZE EXTRUSION )
INTO N-ELEMENTS
150
SET BOUNDARY
CONDITIONS
160
ENTER MEASURED/ CALCULATED
RIGHT HAND BOUNDARY TENSION
180

ENTER APPROPRIATE VALUES FOR ONE OF THE
FOLLOWING BOUNDARY CONDITIONS:
(1) OT LHB, OT RHB

(2) OT LHB, 6Q RHB
(3) OT RHB, 5Q LHB
(4) 5Q LHB, 3Q RHB

184

FIG. 2 (&)

100

128
130

PROVIDE LOCAL
THICKNESS INFORMATION |,

126

182




U.S. Patent

May 21, 1996 Sheet 3 of 8 5,519,623

DEFORMATION INCREMENT, NINC.
(NUMBER OF ELEMENTS IN CONTACT
WITH THE PUNCH = NINC

204 206

FOR ELEMENTS i = 1, NINC:
MAKE INITIAL ESTIMATE FOR OPi |

(CONTACT PRESSURE VARIATION) /

184 202

258

280 208 210

USING EQUILIBRIUM EQUATIONS
27 | AND ASSUMED OPi CALCULATE:
OTi OMi AND OQi

CORRECT Pi VALUES FOR _ 2 e
EACH ELEMENT IN CONTACT ) me——

Ti= T+1 + O
256 Mi=Mi-1+OMi

Qi= Qi1+ 0Qi
NINC = NINC +1 - 230 232
FOR Ti CALCULATE
M i USING CONSTITUTIVE EQUATIONS
2 A

236

NO__ ~FHE TWO CALCULATED M1

270 -

YES 552
282 284
YES

CALCULATE CHANGE IN CURVATURE, k€,
(SPRINGBACK) DUE TO THE ELASTIC UNLOADING

286

FIG. 3

254



U.S. Patent Méy 21, 1996 Sheet 4 of 8 5,519,623

284
(SEE FIGURE 3)

286 288

CALCULATE UNLOADED CENTERLINE
CURVATURE OF BENT PART kY
BY SUBTRACTING k® FROM THE

L OADED CENTERLINE CURVATURE kX *

©

ADJUST VALUES
IN BOX 58
296
298
294

BENDING DIE RADIUS
FROM BOX 58

295

STOP

FIG. 4



U.S. Patent May 21, 1996 Sheet 5 of § 5,519,623

354

FIG. 7

360
356




U.S. Patent May 21, 1996 Sheet 6 of 8 5,5 19,623

.

i
INEE
o

-I

INEE
N
W

412

FIG. 8



U.S. Patent May 21, 1996 Sheet 7 of 8 5,5 19,623

358 370
371 350
“" 372 /
373
/ 374
352

375

. _~ 360

376

fige o\
396

358 370
371

372

373
374

375
360

FIG. 100 3= N

' 356

352

ELEMENT #]

NODE # NODE #

J-1=] J=]+1




U.S. Patent May 21, 1996 Sheet 8 of 8 5,519,623

856 810
e

870

850 852  gaq
‘ 824 _ ‘
854 * 828 -. + 822

2 N R NNZ dl sor o s oss.
83 e '

812



3,519,623

1

IMPROVED BENDING MACHINE AND A
METHOD FOR BENDING A PART

This 18 a division of application Ser. No. 08/310,238 filed
Sep. 21, 1994,

BACKGROUND OF THE INVENTION

This invention relates to a method for determining the
radius of a bending die for use with a bending machine for
bending a part and an associated apparatus. The invention
also includes an improved bending machine and a method of
bending a part.

Bending machines for bending parts, such as aluminum
extrusions, are well known. In order to bend a part to a
destred final shape, a bending die is used. Bending dies are
used in both rotary draw bending and in stretch die bending.

In designing extrusions for use in, for example, automo-
biles, the part designer usually specifies a final bend angle
and a radius of curvature for the part. These specifications
are given to the bending machine designer so that he can
design a bending die and determine process parameters (i.e.,
amount of torque, tension in the part) that will produce a part
that meets the part designer’s specifications. The bending
machine designer must determine a bending die radius and
must also calculate how much to “overbend” the part in
order to compensate for “‘springback” when the part is
- unloaded from the bending machine.

Design of the bending die and control of the process

parameters traditionally relied on experience and intuition of
the bending machine designer and the bending machine
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operator. Because of this, there were relatively involved

“trial-and-error” preproduction experiments to determine
die geometrics and process parameters. These preproduction
experiments were not only time consuming and imprecise,
but also involved expensive die proofing and die modifica-
fions in many cases.

What is needed, therefore, is a method that facilitates
designing a bending die that can be used on a bending
machine for bending a part to a desired shape without the
need for extensive experimentation, die proofing and die
modification.

Furthermore, once the bending die is designed, and the
process parameters determined, there is also a need for an
improved bending machine that controls the bending process

based on the previous method of determining the bending
die radius.

Typically, rotary die bending machines include a station-
ary portion and a rotary bending die portion which rotates
relative to the stationary portion. The part to be bent is
clamped to both the stationary portion and the rotary die.
After clamping, the rotary bending die is rotated relative to
the stationary portion. Because the part is clamped to the
rotary die, the part is drawn along with the bending die
causing a bend to be formed in the part. See, for example,
U.S. Pat. No. 3,821,525, which is expressly incorporated
herein by reference.

As 1s well known, after the part has been bent and
unloaded irom the bending machine, the part will “spring-
back” to a different bend angle. In order to obtain a desired
final bend angle, this springback must be compensated for
by “overbending” the part. Determining the amount of
overbending to produce a final desired unloaded bend angle
typically involved operator intuition, experience and “feel”.

U.S. Pat. No. 5,050,089 discloses an online, automatically
compensated tube bender which compensates for spring-
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pack. This patent discloses a sensor for measuring the
bending moment and calculating the springback angle of the
tube being bent as a function of the bending moment
determined during bending. This patent, however, is limited
to tubular type of parts and only takes into account the
bending moment and is not useful for parts having complex
cross-sectional shapes.

What 1s also needed, therefore, is an improved bending
machine and an associated method which facilitates bending
of parts having a wide range of mechanical properties and
which has any cross-sectional shape.

SUMMARY OF THE INVENTION

The inventions have met the above mentioned needs. A
method is disclosed for determining a desired radius for a
bending die to be used in a bending machine for bending a
part to a desired unloaded bend angle. The method com-
prises entering into an electronic processing means, such as
a computer, the tollowing: (1) a desired unloaded centerline
curvature for the part; (11) data related to the cross-sectional
shape of the part; (1i1) an initial estimate of the bending die
radius; (iv) an initial estimate of a loaded bend angle for the
part; (v) mechanical properties of the part; (vi) the thickness
of the part; (vii) tension at a first boundary section; (viii)
conditions related to the variation in tension or variation in
shear at the first boundary section of the part and variation
In tension or variation in shear at a second boundary section;
and (ix) an initial estimate of a contact pressure variation of
the bending die against the part. Once these items are
entered into the computer, the deformation of the part during
the bending is determined and the computer, based on the
deformation, calculates an unloaded centerline curvature for
the part after the part has been bent and is removed from the
bending machine. The computer then compares the calcu-
lated unloaded centerline curvature to the desired unloaded
centerline curvature entered above and based on that com-
parison, the desired radius for the bending die is determined.

The apparatus of the invention comprises electronic pro-
cessing means for receiving data related to the design of the
bending die as set forth in subparagraphs (i) through (ix)
above. The electronic processing means further has means
for determining deformation of the part during bending of
the part, means for calculating an unloaded centerline cur-
vature for the part and means for comparing the calculated
unloaded centerline curvature with the desired unloaded
centerline curvature from which comparison the desired
bending die radius is determined. The apparatus further
comprises means for employing the desired radius for the

bending die in manufacturing a bending die having a desired
radius.

A rotary draw bending machine for bending a part is also
disclosed. The rotary draw bending machine comprises a
stationary portion and bending die means adapted to rotate
relative to the stationary portion. A pressure holder means is
also provided for holding at least a portion of the part against
the stationary portion by applying a pressure holder force on
a first end section of the part and clamp holder means for
holding at least a portion of the second end section against
the bending die means by applying a clamping force on the
second end section of the part. The rotary draw bending
machine further comprises means for adjusting the pressure
holder force while maintaining a substantially constant
tension at the boundary section. In this way, the part is bent
to a desired configuration.

An associated method of bending a part to a desired
configuration is also disclosed. The method comprises pro-
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viding a rotary draw bending machine substantially as set
forth above and clamping a first end section of the part
against the stationary portion of the bending machine and
clamping a second end section of the part against the
bending die means of the rotary bending machine. The
method further comprises rotating the bending die means
relative to the stationary portion and during rotation, adjust-
ing the pressure holder force against the first end section of
the part. In this way, the part is bent to desired configuration.

BRIEF DESCRIPTION OF THE DRAWINGS

A full understanding of the invention can be gained from
the following description of the preferred embodiment when
read in conjunction with the accompanying drawings in
which:

FIGS. 1, 2, 3 and 4 are a flow chart for the computer

program that is used to determine a radius of the bending die
for a bending machine to bend a part to a desired shape.

FIG. 5 is a cross-section of the part to be bent disposed in
an x-y coordinate plane and showing the discritizing of the
cross-section as well as the coordinates of the outer, middle
and inner loops of the part.

FIG. 6 is a cross-sectional view of another part disposed

in an X-y coordinate plane and showing three inner loops in
the part.

FIG. 7 is a schematic diagram showing a part that is bent
and showing the intermediate bent section being divided into
N-elements as required in the computer program.

FIG. 8 is a schematic diagram showing the forces on the
part during bending.

FIG. 9 is a schematic diagram showing the bending die
contacting the first element of the part to be bent.

FIG. 10 is a schematic diagram showing the bending die
now in contact with the first and second elements of the part
to be bent.

FIG. 10A is a schematic diagram showing a single
deformed eclement.

FIG. 11 is a schematic diagram of the improved bending
machine of the invention.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

As mentioned above, a designer of a part, such as an
aluminum extrusion, usually specifies a final bend angle and
a destred unloaded centerline curvature for the extrusion.
These specifications, along with data related to the cross-
sectional shape and the mechanical properties of the extru-
sion, are given to a bending machine bending die designer
to calculate the die radius and the process parameters
necessary to obtain the desired final unloaded bend angle
and unloaded radius of curvature of the extrusion. Prior art
methods involved intuition, experience and costly trial and
error preproduction die proofing. The invention disclosed
herein provides a method for modelling the bending process
and thus eliminates the uncertainty and expense of prior art
trial and error methods.

Retferring to FIGS. 1-4, a flow chart of the computer
software used for determining the radius of a bending die for
use with a bending machine for bending a part, such as an
extrusion, 1s shown. It will be appreciated that the computer
software is stored and is run on any suitable electronic
processing means, such as a personal computer, for example.
The actual source code for the computer software can be
made from the fiow chart by one skilled in the art.
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Referring now more particularly to FIG. 1, after the start
20 of the program, line 21 leads to box 22 where the user is
asked to enter into the computer a desired unloaded center-
line curvature (k“) for the part. This value is known by the
designer from the information provided to the designer from

the part designer. After this, Iline 23 leads to box 24 where
the program begins to ask the user for coordinate data related
to the cross-sectional shape of the part. The example of a
part that will be used throughout this specification will be an
aluminum extrusion although it will be appreciated that any
part or extrusion, having simple or complex cross-sectional
shapes and any type of material properties can be used as the
part to be bent.

Referring to FIG. 5, a cross-section of an extrusion 310 is
shown disposed in a quadrant of an x-y Cartesian plane. As
18 known to those skilled in the art, each point on the inner
loop 312, outer loop 314 and middle loop 316 is given an x-y
coordinate reference. The middle loop 316 is formed by first
discritizing the extrusion into a number of segments, such as
segment 318. The midpoint 320 of the segment 318 is
calculated through an estimation process well known to
those skilled in the computer aided design (“CAD”) art.
Because the thickness of the part is thin relative to the other
dimensions of the part, such as its height and width, the error
associated with the estimation of the midpoint is negligible.

The midpoints of all the segments are joined by middle loop
316.

It will be appreciated that the invention is not limited to
extrusions having just one inner loop. For example, referring
to FIG. 6, that extrusion 321 has an outer loop 322, and a
middle loop 324 which consists of one x-y coordinate file
along with three inner loops 326, 328 and 329. Thus, the
program can be used with extrusions having any cross-
sectional shape.

Referring back to FIG. 1, box 24 asks the user to enter into
the program the number of inner loops. For the extrusion
shown in FIG. 5, the user would enter one (1) inner loop and
for the extrusion shown in FIG. 6, the user would enter three
(3) inner loops. After this, the program proceeds by line 26
to box 28 which asks the user to enter coordinate data for the
first inner loop. Once this is done, the program proceeds by
line 30 to decision box 32, wherein it is determined whether
the “jth” inner loop has been entered. For FIG. 5, for
example, there is one inner loop thus j loop is equal to 1.
Once the inner loop coordinate data for the inner loop is
entered, the decision box 32 determines that j=j loop and the
program proceeds out of box 32 by line 34. In the case of
FIG. 6, there are three (3) inner loops, so after the first inner
loop 1s entered, the decision box 32 determines that j#j loop
and thus the program proceeds by line 36 to the incremental
counter box 38 which in turn increases the inner loop
counter to j+1 or 1+1 or the second inner loop, which
information is fed back to box 28 by line 40. This process is
repeated until all inner 100p coordinate data is entered.

Once the 1nner loop data is entered, the program proceeds
Jy line 34 to box 42 where the x-y coordinates of the outer
loop are entered and then afier this the program proceeds by
line 44 to box 46 where the x-y coordinates of the middle
loop are entered.

It will be appreciated that the coordinate data can be
entered manually, but in most cases will be provided in a file
which 1s merely inputted into the program, and thus the
coordinate data entry steps discussed above can be
bypassed.

After all of the x-y coordinate data is entered, the program
proceeds by line 48 to a-decision box 50 where the user must
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enter whether or not constant bending die radius bending is
desired If the answer is “no” the program proceeds by line
52 to box 34 where the coordinates of the bending die profile
are entered. The bending die profile can be described by
using x-y coordinates of the points describing the profile.
The technique for calculating curvature and bend angle from
x-y coordinates 1s well known to those skilled in the art. If
~the answer from decision box 50 is “yes”, the program
proceeds by line 56 to box 58 where the bending die radius

1s entered and then by line 60 to box 62 where the desired
loaded bend angle of the part is entered.

Once the bending die profile is entered, the program
proceeds by line 70 to box 72 where the computer calculates
the geometric properties of the cross-section. This includes,
generally, calculating area, the stiffness of the cross-section
and the height of the extrusion. The technique for calculating
geometric properties is well known to those skilled in the
CAD art. After these geometric properties are calculated, the
program proceeds by line 90 to box 100 (FIG. 2).

In box 100, the user enters the desired number of discrete
elements that the bent section of the extrusion is divided into
and assigns that number of discrete elements a value N.
Referring now to FIG. 7, an extrusion 350 is shown. This
extrusion 350 has a first end section 352, an intermediate
bent section 354 and a second end section 356. The extrusion

350 also includes a first boundary section 358 disposed
between the first end section 352 and intermediate bent

section 354 and a second boundary section 360 disposed
between the second end section 356 and the intermediate

~ bent section 354. These boundaries are determined from the
information provided regarding the die profile.

The intermediate bent section 354 is divided into a desired
number of elements, in this case eight (8) elements, 370,

371, 372,373,374,375, 376, and 377. It will be appreciated
that any number of elements can be used, however, the more
elements that are used the longer the computation time will
be. Therefore, the optimum number of elements is deter-
mined by experimentation and can vary from part to part.
The purpose and use of the discrete elements will be
discussed in detail below.

After this, the program proceeds by line 110 to box 112
where the mechanical properties of the extrusion are entered.
These mechanical properties are as follows:

K 1s the strength coefficient, which is measured in units of
pressure such as psi or pa

n 18 the strain hardening exponent, which is unitless
R 18 normal anisotropy parameter which is unitless

E 1s Young’s modulus which is measured in units of
pressure, such as psi or pa

v 18 Poisson’s ratio which is unitless

O, 1s yield stress, which although not used in the model,
1s used for pre-processing to determine the elastic/plastic
strain and 1s measured in units of pressure such as psi or pa

Alter entering the above mechanical properties into the
program, the program proceeds by line 113 to box 114 where
the coethicient of friction between the part and the die (which
1S unitless) is entered.

The program then proceeds by line 120 to decision box
122 where the program asks whether the extrusion has a
constant wall thickness. If the answer is “yes”, the program
proceeds by line 124 to box 126 where this constant thick-
ness 1s entered If the answer is “no” the program proceeds
by line 128 to box 130 where the local thickness information
is entered.

After the thickness is entered, the program proceeds by
line 140 to box 142 where the extrusion is actually discri-
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tized into N-elements based on the value of N entered at box
100.

The program then proceeds by line 150 to box 152 which
asks the user to set the boundary conditions. Referring now
to FIG. 8, the boundary conditions will be discussed. FIG. 8
snows an extrusion 400 being bent by a rotary bending die
402 that is part of a bending machine (not shown). The right
hand boundary 404 is the section between the bent section
410 and the right hand section 412 of the extrusion. It will
be appreciated that the right hand section 412 is held in place
by pressure holder means (not shown) and as known, the
rotary die 402 rotates about axis O to bend the extrusion as
1s shown in FIG. 8. The left hand boundary 420 is between
the left hand section 422 and the bent section 410. As is
known, the left hand section is held against the rotating
bending die 402 by clamp holder means (not shown). The
rotation of the bending die 402 while the extrusion is being
held by the clamp holder means draws the extrusion 400
around the die 402 to bend it as shown in FIG. 8. FIG. 8 also
shows all of the forces acting on the extrusion 400. These
forces will be referred to throughout this specification.

Referring back to FIG. 2, the program proceeds from box
152 by line 160 to box 162 where the measured/calculated
right hand boundary tension is entered. This tension value is
determined so that the part can be bent efficiently without
structural failure. That is, the tension is set at as high a value
as possible in order to efficiently bend the part, but not so
high as to cause the extrusion to tear and simultaneously to

reduce buckling and springback when being bent. This
tension is a key value, in that when the part is actually bent
on the bending machine of the invention (see below) this
tension 1s desired to be kept generally constant by adjusting
other parameters in the bending process.

After this, the program proceeds from box 162 by line 180
to box 182 where the boundary values are set. As this is a
two point boundary value type problem, either variation in
the tension oT or variation in the shear 8Q at each of the right
hand boundary RHB and left hand boundary LHB must be
known. These values are entered, and now the program is

ready to proceed with the deformation modelling of the
bending process.

Referring now to FIG. 3, the program proceeds from box
182 by line 184 to box 202 where the deformation subrou-
tine is shown. The purpose of this subroutine in general is to
mode] the bending of the part by determining the deforma-
tion of each discritized element (for example 370-377 of
FIG. 7) as it is bent by the rotary bending die. Referring to
FIG. 9, extrusion 350 is shown which is discritized into eight
elements 370, 371, 372, 373, 374, 375, 376 and 377. (See
box 100 of the program.) The deformation subroutine cal-
culates the deformation of element 370 as it is being bent by
the rotary bending die. It is assumed that when element 370

contacts the die, 1t “‘sticks” to its surface without further
movement.

Referring to FIG. 10, the die then contacts element 371
and the program calculates the deformation of this element
and element 370 again. This procedure repeats until all of the
eight elements 370-377 have made contact with the bending
die. Thus, for each boundary value problem the deformation
of all the elements within the boundaries where the elements
are 1n contact with the bending die is determined.

Referring back now to FIG. 3, the deformation subroutine
will be discussed in detail. In box 202, depending upon how
many elements, such as elements 370-377, are in contact
with the bending die, a value is assigned to NINC. For
example, in FIG. 9, NINC would equal one (1) in that only
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one eclement, element 370, is initially in contact with the
punch. In FIG. 10, NINC would equal two (2) in that two
elements, elements 370 and 371, are in contact with the
bending die. The program proceeds from box 202 by line
204 to box 206 where the user enters into the program for
each element in contact with the die an initial estimate for
the contact pressure variation OP, where the subscript i
denotes the designated element and where 1=21=NINC. For
example, when only element 370 1s in contact with the
bending die (NINC=1), the contact pressure variation P,
will be entered. Accordingly, when elements 370 and 371 are
in contact with the bending die, contact pressure variations
oP,, oP, for these two elements will be entered.

The program proceeds from box 206 by line 208 to box
210 where equilibrium equations and oP; are used to calcu-
late 0T, oM. and 0Q,. The equilibrium equations are as
follows:

ol (i,J) = |

8T(,J — 1) — 8p(i) - 1 - Ry() - AG) + 8QGT — 1) - AG)
80(J) = 8QG,J — 1) + 8p(ij) - R,() - A() - 8TG.J ~ 1) - A()
oM@,y = oM@, J — 1) -

. ~ 1 H-yu
{ BQ(z,J—I)-[Rp(})+"§- H]— 5

- Rp(j) - 0p(i,)) } AQ)

where the subscript 1 corresponds to the current total number
of elements in contact with the bending die, the subscript j
corresponds to the element number in question and J=+1
corresponds to a node number which is shown in FIG. 10A
where node number J-1=) on the left side of element j and

node number J=j+1 on the right side of element j are shown
and where further:

oT is the change in tension

op is the change in contact pressure variation
u 1s the coefficient of friction
R, 1s the radius of curvature of the bending die and where

A(j) =—2
Ry()+— H

and As is the length of the midsurface of the element or

the length of the line connecting node J—1=j to j+1=J
(See FIG. 10A)

H 1s the height of the part

0Q is the change in shear

OM is the change in bending moment.

The above equilibrium equations apply for calculation of
0T, 0Q, OM for adjacent nodes (e.g., j and j+1, FIG. 10A)
only. But, a boundary value problem having several ele-
ments between the boundaries requires an iterative method
of forcing the solution of the internal elements to satisfy the
known boundary values by such known methods as the
“shooting method” known to those skilled in the art.

This problem can be more easily solved once the internal
deformation of the elements are written in terms of known
boundary values as follows where 2=J=i:

o7 (i,J) = C;(J — 1) - 8T(;,1) +

J—1
Col-1)-80G1)+ = DiJ-1,D) - 8p(il)

=]

00 J) =B, (J - 1) - oT(i,1) +

5

10

15

20

25

30

35

4()

45

30

35

60

65

8

-continued
J—1
Bo(J~-1)- 00, 1) + I*-zi Do(J - 1,1} - Bp(f,f)

where CAI-1), C,(J-1), B, (J-1), B,(J- 1), D,(J-1,})
D.(J-1,1) are recursive expressions defined as follows: for
J=1:

CAl) =1
Co(1) = A(D
B{(1) =-A(l)
By(1) =1

for2=J=N: |

CAN=CHJ-1)+B(J-1) A
Co(l) = CoJ - 1)+ Bp(J - 1) - AW
By =B {J - 1) - CU— 1) AW)

if J=K: 1 =JE2N:

DJ,K) =—p - Rp(J) - A(J)
Dy(J,K) = R,()) - A(J)

ifJ2K: 2=J=EN l=K=J-1:

D,(J,K) = D;{J - 1K) + Dp(J — 1K) - A(J)
Dy(J,K) = Di{J — 1,K) - A(J) + Dy(J - 1K).

for 2=J=N:

CADN=CAI-1)+BAJ-1).A(J)

Co(1)=C,(J-1)+B,(J-1).A(J)

B (=B (J-1)-C (J-1).A (J)

B,(J)=B,(J-1)-C,(J-1).A (J)
if J=K: i=J=N;

D (J,K)=—u.R (J).A(J)

D,(J.K)=R,(J).A(J)
if J#K: 2=J=N 1=K=J-1:

D(J,K)=D,(J-1,K)+D,(J-1,K).A(J)

D,(J.K)=D,(J-1,K).A)+D,(J-1,K) .
The program then proceeds by line 212 to box 214 where
current nodal tension, bending moment and shear, T,, M, and
Q; are calculated by adding the T, ;, M,_, and Q__; in the
previous deformation increment to the calculated 8T,, M,
and 0Q,. For example T=T, ;,+0T, are shown in box 214,
When deformation starts and there is only one element 370
in contact with the bending die (NINC=1), (See FIG. 9),
there are two nodes, Node 1 and Node 2 defining element
370. For Node 1, the tension is given from box 162 (right
hand boundary iension). Bending moment M, is calculated
from T, and the die geometry and Q, can be any constant

value. It 1s desired to calculate the tension, bending moment
and shear of Node 2. The solution at Node 2 is dependent
upon oP; (contact pressure variation) an estimate of which
was entered in box 206 and it is used in equilibrium
equations to calculate 0T,, 6Q,, and dM,. These values are
then used to calculate T,, M, and Q,. Thus T,=T,+0T,,
M,=M,+6M, and Q,=Q,+0Q..

After this, the program proceeds by line 230 to box 232
where M, 1s calculated for T, by using constitutive equations:

_ N _ (Equation A)

I(,J)= X or(iJ.K) - AAg - expl[- &3, J)]
k=1

_ N _ ' (Equation B)
M(@,J) = k—zl o1(5,J,k) - AAg - exp[—ex(i,.J)] - N(i,k)
where

T

ET{irJ!k) — g(i‘l + E.E‘("::J)

[Rp(j)+—é—ﬂ]
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-continued
n+1
S LK) =K [ 1+ K ] eIk
N 1+9R

where 1 corresponds to the number of elements in contact
with the bending die; j corresponds to element number, see
FI1G. 9 which shows one element in the bent area or FIG. 10
which shows two elements in the bent area 1<j=N); J is the
node number (See FIG. 10A); and k corresponds to cross-

sectional element number, see FIG. 5, for example element
288 in FIG. 5.

And where

T 1s tension

G- 1s tangential stress in units of pressure such as psi or
pa

AA,, 1s the original area of a cross-sectional element such
as clement 288 in FIG. 5

€, 18 the stretching strain applied to an element’s cross-
section which 1s unitless

M, & are a local coordinate axes, see FIG. 5§

€, 1S tangential strain (unitless)

R, 1s the bending die radius

H is the height of the extrusion

K is the strength coefficient in units of pressure such as psi
Or pa.

It will be appreciated that the equilibrium equations for
oM, &Q and 8T, calculated in box 210, are due to external
forces whereas those calculated in box 232 are due to
internal stresses and strains and assumed constitutive equa-
tions. Under conservation of energy principles these forces
must be equal to each other in order to correctly model the
bending process. Thus, the program proceeds from box 232
by line 234 to decision box 236 where the M, values
calculated in box 232 are compared to the M; values
calculated in box 214. If the difference between their values
are within an acceptable tolerance of each other, the program
proceeds by line 250 to decision box 252 where the program
asks if all the elements (i.e., elements 370-377) have made
contact with the bending die. If not, the program proceeds by
line 254 to box 256 where the NINC counter is incremented
by one, and then, by line 258, the deformation subroutine
repeats again, until all elements have made contact with the
bending die, i.e., N=NINC.

If the difference between the calculated M, values are not
within an acceptable tolerance, the program proceeds by line
270 to box 272 where the OP; contact pressure variations are
adjusted using the Newton-Raphson method, which is well
known to those skilled in the art. After this, the program
proceeds by line 280 back to box 210 where the external
forces are again calculated and the process repeated until M.,
values are in the proper tolerance range.

After all of the elements have been deformed (NINC=N)
the program proceeds by line 282 to box 284 where spring-
back due to the elastic unloading of the part is calculated.
Using the elastic properties of the extrusion, E and v, and the
deformed geometry of the bent extrusion, the elastic curva-

ture for each element k® is calculated using the following
equations:

er"(L1k) = L(Lk) - K¢ + €°(i.J)

67200, ] k) = L

- -:J:
1-v) €7°(1,J,k)

where
the superscript e, corresponds to elastic solution for
calculating springback

After this, using the elastic stresses and strains, these values
are substituted into Equations A and B (page 16, lines 4 and
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10

S) to calculate T; and M,. Then the T, and M, are compared
to those calculated by the plasticity equations. If these are
equal, there 1s a solution and k® will be the amount of change
in centerline curvature of the part due to springback, which
is determined in box 284. The program then proceeds by line
286 to box 288 where the unloaded centerline curvature of
the bent part (k*") is calculated by subtracting k¢ from the
loaded centerline curvature (k") which is equal to:

1
ki =
H

where R, was given in box 58 and H was taken from box 72.

The program then proceeds by line 290 to decision box
292 where the unloaded centerline curvature of the bent part
calculated in box 288 is compared to the desired unloaded
centerline curvature which was entered in box 22. If these
values are with an acceptable tolerance range determined by
the user (and which may vary according to circumstances)
the initial estimate of the bending die radius entered in box
58 was correct, and thus the program proceeds by line 293
to box 294 where the desired bending die radius is the value
of the initial bending die radius inputted at box 58, as is
indicated at box 294. This value is outputted to the user.
After this the program stops at box 295.

If the comparison is not within acceptable tolerance
limits, the program proceeds by line 296 to box 298 to adjust
the value of the bending die radius R, entered into box 58
and the program begins from that point (FIG. 1). The
adjustment in box 298 is done by calculating the percentage
change in curvature from the initial guess in box 58 as
follows:

fde
c= KT KT 100
kf*

then the adjusted initial estimate of the bending die radius,

R, .45 t0 be used in box 58 is calculated as follows:

1 H

k4 - (1 +c) 2

Rpqaap =

where

k* is the desired unloaded centerline curvature entered in
box 22

Once of the adjusted initial estimate of the bending die
radius (R, ;) 1s determined, it is entered into the computer
at box 58 and the program then calculates the deformation
of the part based on that adjusted initial estimate of the
bending die radius R, ., and the program repeats from
there. If the comparison again is not within acceptable
tolerance limits, the same adjustment steps are done, with
this method repeating until the R, is found to be within
acceptable tolerance limits. Once the R, is found to be in
acceptable tolerance limits, this is the bending die radius that
1s used to make the bending die for use in the bending
machine to bend the extrusion to the desired configuration as
shown in box 294. After this, the program stops at box 295.

It will be appreciated that by modelling the bending
process, a bending machine bending die can be designed on
the computer and process parameters calculated so that
costly preproduction die proofing can be avoided. Once the
die geometrics are determined, means for manufacturing the
bending die, such as a machine for actually producing the
bending die, can be employed to make the actual die used in
the bending machine.

The bending machine of the invention, with a bending die
designed by the above method is shown in schematic form
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in FIG. 11, The machine 810 consists of a stationary portion
812 and bending die 814. The bending die 814 rotates about
axis O, as i1s shown in phantom line drawing. The extrusion
820 to be bent is shown mounted in the machine 810 and the
extrusion 820 consists of a first end section 822, an inter-
mediate section 824 and a second end section 826. A right
hand boundary section 828 is formed between the first end
section 822 and the intermediate section 824. It will be
appreciated that a mandrel or plug 829 is placed inside the
first end section 822 of the extrusion 820 in order to maintain
the structural integrity of the extrusion during bending.

In use, a pressure holder means 830 clamps a portion of
the first end section 822 to the stationary portion 812 and the
clamping means 832 clamps a portion of the second end
section 826 to the bending die 814. Thus, when the bending

die 814 is rotated, a portion of the extrusion 820 will move
along with the bending die causing the bend to be formed
around the bending die 814 as is shown in phantom line
drawing in FIG. 11.

The bending machine also includes a load cell 850 to
measure the clamping force (F,) of clamping means 832 and
a load cell 852 to measure the pressure holder force (F,,) of
the pressure holder means 830. The torque (M) generated
by the rotary bending die 814 is also measured by a torque
measuring device 854.

In accordance with the invention, a desired tension of the
right hand boundary is selected and inputted into the com-
puter 856. When the bending die starts to move, the mea-
sured values for F. F, and M, are inputted into the
computer and a M ““ is calculated M °* is calculated based
on the following equation:

H
%”’=M*+T*(RP+T)

where

M" is bending moment at the boundary calculated from T~

T is boundary tension provided in box 162

R, is the bending die radius

H 1s the height of the extrusion

If the M_°“ varies by more than a specified amount from
the measured torque M, the computer outputs an adjusting
signal to a linear position controller 870. If the M ¥ is
greater than the M, the computer 856 outputs a pressure
reduce signal to the linear position controller 870 which
causes the pressure holder means 830 to exert a lesser
amount of pressure holder force on the first end section of
the extrusion. If the M_°* is less than the M, the computer
856 outputs a pressure increase signal to the linear position
controller 870 which causes the pressure holder means 830
to exert a greater holder force on the first end section. In this
way, the tension of the boundary is always controlled, and
the bending process will duplicate the process as it was
modelled in the computer program 20 discussed above.

The method of the invention involves bending a part
having a first end section and a second end section and
including a boundary section between said first end section
and said intermediate section. The method comprises: pro-
viding a rotary draw bending machine including bending die
means and a stationary portion with the bending die means
adapted to rotate relative to said stationary portion. The
method further comprises clamping at least a portion of the
first end section of the part against the stationary portion, the
clamping creating a -pressure holder force (F,) and also
clamping at least a portion of the second end section of the
part against the bending die means, the clamping creating a
clamping force (F.). The method then comprises rotating the
bending die means relative to the stationary portion, the
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rotating creating a torque (M) and during rotation of the
bending die means, adjusting the F,. In this way, the part 1s
bent to a desired configuration.

It will be appreciated that a method for determining the
radius of a bending die for use with a bending machine for
bending a part and an associated apparatus and an improved
bending machine and a method of bending a part is pro-
vided.

While specific embodiments of the invention have been
disclosed, it will be appreciated by those skilled in the art
that various modifications and alterations to those details
could be developed 1n light of the overall teachings of the
disclosure. Accordingly, the particular arrangements dis-
closed are meant to be illustrative only and not limiting as
to the scope of the invention which 1s to be given the full
breadth of the appended claims and any and all equivalents
thereof.

What is claimed is:

1. A rotary draw bending machine for bending a part
having a first end section, an intermediate section and a
second end section and including a boundary section
between said first end section and said intermediate section,
said bending machine comprising:

a stationary portion;

bending die means adapted to rotate relative to said
stationary portion, said bending diec means generating a
torque; |

pressure holder means for holding at least a portion of said
first end section against said stationary portion by
applying a pressure holder force on said first end
section:;

clamp holder means for holding at least a portion of said
second end section against said bending die means by
applying a clamping force on said second end section;
and

means for adjusting said pressure holder force based on
said torque so that the tension in said boundary section
is controlled, whereby said part 1s bent to a desired
configuration.

2. A rotary draw bending machine for bending a part
having a first end section, an intermediate section and a
second end section and including a boundary section
between said first end section and said intermediate section,
sald bending machine comprising:

a stationary portion;

bending die means adapted to rotate relative to said
stationary portion, said bending di¢ means generating a
torque;

pressure holder means for holding at least a portion of said
first end section against said stationary portion by

applying a pressure holder force on said first end
section;

clamp holder means for holding at least a portion of said
second end section against said bending die means by
applying a clamping force on said second end section;

means for adjusting said pressure holder force while
maintaining a substantially constant tension at said
boundary section, whereby said part 1s bent to a desired
configuration; and

said adjusting means comprises
means for measuring said pressure holder force;
means for measuring said clamping force;
means for measuring said torque; and
computer means for (1) receiving said pressure holder
force, said clamping force and said torque measure-
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ments; (i1) storing a computer program for calculat-
ing a value for M_°* from an equation describing
moments and forces on said part as said part 1s bent
by said bending machine; and (111) outputting an
adjusting signal when said M_°“ varies by a greater -

than specified amount from sald measured torque.
3. The machine of claim 2, wherein

said pressure holder force measuring 1
4. The machine of claim 3, wherein

sald clamping force measuring means is a load cell. 10
5. The machine of claim 2, wherein

said computer program has means for calculating said

14

rotating said bending die means relative to said stationary
portion, said rotating creating a torque; and

during rotation of said bending die means, adjusting said
pressure holder force based on said torque so that the
tension in said boundary section is controlled, whereby
said part 1s bent to a desired configuration.

10. The method of claim 9, including

adjusting said pressure holder force to maintain a sub-
stantially constant tension at said boundary section.

11. A method of bending a part having a first end section,

an intermediate section and a second end section and includ-

ing a boundary section between said first end section and
said intermediate section, said method comprising:

eans is a load cell.

M _“** based on said equation as follows:

said part against said bending die means, said clamping
creating a clamping force;

providing a rotary draw bending machine including bend-

M = M* 1 T ( R,+ H ) 15 ing die means and a stationary pg)rtion, saic} bendi_ng die
2 means adapted to rotate relative to said stationary
portion;
where clamping at least a portion of said first end section of said
M?® is bending moment at said boundary section calcu- part against said stationary portion, said clamping
lated from T° 20 creating a pressure holder force;
T is the tension at said boundary section clamping at least a portion of said second end section of
R, is the bending die radius said part agalinst s_,a:id;:)ending die means, said clamping
. . . creating a clamping force;
H is the height of said part. . . . . : . :
6. The machine of claim 2, including rotating said @endmg die means relative to said stationary
25 portion, said rotating creating a torque;
linear position controller means operatively associated . . . . : L :
| during rotation of said bending die means, adjusting said
with said pressure holder means for receiving said . :
. pressure holder force, whereby said part is bent to a
adjusting signal and adjusting said pressure holder desi L
esired configuration;
force exerted by said pressure holder means on said L . .
adjusting said pressure holder force to maintain a sub-
part based on said adjusting signal. : : : .
7 The machine of claim 6. wherein 30 stantially constant tension at said boundary section; and
y q , b ’ for outout providing means for measuring said pressure holder force,
>l campdu “ pl.'ogrff as&n;lansaz or outpt 111% 4 pre?‘a said clamping force and said torque, said measuring
SUTE TCUlee signal 1l said M, 1S grealer ihan sat means providing measured values for said pressure
measured torque; and holder force, said clamping force and said torque.
said linear position controller means has means for receiv- 35 12. The method of claim 11, including
ing said pressure reduce signal and causing said pres- inputting said measured values of said pressure holder
sure holder means (o exert a less_er amount of pressure force, said clamping force and said torque and a value
hqlder force on said first end section than the amount of for said constant tension into a computer program
said pressure ho_lder force applied on said first end stored in a computer; and
section before said pressure reduce signal is outputted 40 calculating a value for M
based on s.zud pressure reduce 218 al. 13. The method of claim 12, including
8. The machine of claim 7, wherein _ T _ _
. . calculating M_““* using the following eguation
satd computer program has means for outputting a pres-
sure increase signal if said M_°“ is less than said ; -
measured torque; and = My =M*+T* ( o+ )
said linear position controller means has means for receiv-
ing said pressure increase signal and causing said where
pressure holder means to exert a greater amount of said M" is bending moment at said boundary section calcu-
pressure holder force on said first end section than the lated from T*
: _ € ated from
amount of s§1d pressure t_lolder force: applied on sal_d T" is the tension at said boundary section
first end section before said pressure increase signal is R_is the bendine die rad;
outputted based on said pressure increase signal. p 15 HIE DENGNZ © Taciis
9. A method of bending a part having a first end section, H is the height of said part. | |
an intermediate section and a second end section and includ- s 14. The method of claim 13, including
ing a boundary section between said first end section and comparing said value of said M_°“ to said measured value
said intermediate section, said method comprising: of said torque.
providing a rotary draw bending machine including bend- 15. The method of claim 14, including
ing die means and a stationary portion, said bending die if said value of said M _°* varies by greater than a
means adapted to rotate relative to said stationary €0 specified amount from said measured torque, adjusting
portion; said pressure holder force.
clamping at ieast a portion of said first end section of said 16. The method of claim 15, including
part against said stationary portion, said clamping if M is greater than said measured torgue, reducing
creating a pressure holder force; said pressure holder force.
clamping at least a portion of said second end section of 65  17. The method of claim 15, including

if M_* is less than said measured torque, increasing said
pressure holder force.
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18. The method of claim 17, including 19. The method of claim 18, including
providing pressure holder means to clamp said first end employing said computer to output an adjusting signal to
section; be received by said linear position controller means
providing a linear position controller means operatively s when said M_°“ varies by a greater than a specified

associated with said pressure holder means; and amount from said measured torque.

adjusting said pressure holder force by means of said

linear position controller means. ¥ ok ok ok %
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